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Intreductien
The immersien of hardware, machine parts, ste., in het plastioe
te obtain a pretective barrier on the item is 2 oommen precess.
This practice has been extended to items of an explesive and
heat sensitive nature. Therefores, this manual will treat the
requirements neeessary te obtain a protective coating for the
heat sensitive items listed in Tables I and II. Plastie, suech
as that defined under JAN-~C~149, Type II, will be used to ebtain
the protective barrier in the manner deseribed in this manual.
This material prevides a suitable pretectien against impaet
under the conditiens ef normal handling, and against meisture
when the items are stored over long perioeds of time, when used in

conjunction with supplimentary barriers, e.g., aluminum feil.

The units whiech can be suocessfully dipped by this methed are
divided into twe elasses, these whieh are bueyant in the plastie
(Table I) and these vhich are net (Table II).

Type of Package *Prelininary
Ae Received frem Preparation

Aten dtosk Reanired
Cardboard Bex Yen
Cardbeard Bex Yes
Cardboard Bex Yesn
and Cans
Tear Strip Can No
Cardboard Bex Yes
Tear Strip Can Ne

ThIT!
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TABLE I - BUOXANT VNIIS
(eontinned)
Type of Fackage SPreliminary
As Received from Preparation
iten Stesk Raguired
Paper VWrapping Yes
Unwrapped Spool Yeos

*See seotion on Preparstion of Paokages (Page 8 ) for details.

TABLE II - NON-BUOYANT WNITS

Type of Package *Preliminary
As Received frem Preparatioen
Lien Stoak Regunired
Thermit Well Wax Impregnated Yeos
Boxesn
- - “*1 Cardboard Bex Ne
Metal Can ¥No
Metal Can Yeou
Tear Strip Can No
Cardboard Bex Yes
Cardboard Beox Yen
Cardboard Box Yes

#See section en Preparation of Paokages for details.

Safely Facters

The units listed in Tables I and II have been subjected to a
ecook-off peried of one hour. None of the units detenated or
caugkt fire in this interval. Therefere, one-half hour is

considered a safe time for any of the above items to remain in

CONFIDENTIAL
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the hot plastie. This peried of time is adequate te recover any

packages lodged or wedged in the dip tank.

A recovery basket, placed at the bottom of the tank and with
handles extending well out of the plastis, is recemmended for
quiock remeval of lost items which are not buoyant. A nset eof
heavy duty toengs for recevery of buoyant articles are a

neoessity.

Most of the items ean be used, even if subjected to the hot dip
bath for the half-hour peried. The items in Table III are the

sxceptiona to the sbove statement.

Unit
156 minutes Decompesition of
cellulese nitrate dise
3 " Melting of wax
5 " Melting of wax and tars
10 " Melting of pelyethylene
inner packaging
To overcome the loss of the cans of , 1t 1s recommended

that a layer ef eorrugated sardbeard be used as a liner. This will

aet as thermal insulation and preserve the polyethylene.

The rolls eof gseuld be reclaimed if

wrapped with kimpak eor squivalent.

-4~
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Matsriala Required

JAN=C~149, Type II
Flexible MIL-~B~13%1, Type B
JAN-P-127, Type I, grade B
JAN~P-118

of Tank and Plastie
The following instvuetions for tank and plastis preparations

Praparation

i3 tased on %ha use of a Fidelity Chemieal Products Garpdﬁation
Modal 1236 Dip Tank (Figuee 1). Howvaver, the procsdurs can be
applied to any commereially availablo oil jaeketed, iad&raat
heating plastic dilp tank, since easaatiall& all dip tank designs
follov the szame prineiplea. Table model tanks usually have no
yrawmalt érea, howevar, a spatula san be used to zemove any air

Lubbles.

Dip Tank and Dip Area

Figure 1

When the tank is teing used for the first time, the pre-melt
opening of the tank is filled with as mueh plastie as possible
without foreing an excess of material into the area. A pisce
of plastic 1s used to gover the bottom and the aides of the
L
SEORHT

Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6



Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6

SECRE

dipping area. This is done since the heating eoils run up
the side of the tank and & thin layer of plastie will be in

contaet to the heating surface and therefore, melt soener.

The tank thermost is set at 150 Deg. F. When this temperature
is attained, raise the thermostat setting 25 Deg. F approximately
every five minutes until a setting of 3500 Deg. F is reached. Ais

the plastic melts, more may be added to the dip tank,

The pump heat is brought up to temperature by means of a thermo-
statie eontrel in the manner deseribed above. When the pump
temperature reaches equilibrium at about 300 Deg. F., set both
pump and tank temperatures at 328 Deg. F and throw on the motor
ewiteh. If the moter labors, throw the motor switeh off end try

again after waiting § minutes.

When the motoer is running freely and the plastis is flowing out
of the pump opening, allow the pump to continue running. If the
dipping ares is not filled with plestie to the top of the plate

dividing the dipping and pre-melt area, f1ll it at this time.

Drop the 1id over the dipping area and allow the covered tank to
run for about 20 minutes. Shut off the pump motor and allew the
air bubbles to come to the top of the tank. Start the motor and
run until the air bubbles have passed over the dipping area, and

into the pre-melt seetion.

—8—
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Repeat this operation until plastie runs smoothly (i.e.. until
no air bubbles form on the top of the plastie in the dip area).
The plastic and the tank are nov ready for the dipping operation.
These are general instructions and should be supplemented by

whatever 2 particular manufacture recommends.

The original level of the plastic should be maintained at all
times. Therefore, a nevw plastic may be added as need to the
pre-melt section at any time. In conjunetion with the rlastie,
csution must be exercised at all times not to raise the temp-
erature of the plastie above 350 Deg. F fer periods eof twe hours
or longer singe the plastic will be damaged and not yield the

protection desired.

After the dipping operation has been completed, drop the temp=-
erature of the tank to 225 Deg. F and shut the motor off. This
vill be practiced when the tank is being shut down overnight., As
a result, vhen operations are started again, the tank thermostat
may be set at 3525 Deg. F without the preheating period. If the
tank is to be shut down for any extended period, both the heater

and the motor thermostats will be shut off.

-T=
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Pravavation of Paekages
As sons of the uanits are not sultablse for inmersion in the

hot plastio ag vecoived from stoek, they nmust be treated
for the hot dip proesss., Those units packaged in tear atreip

¢ana may_ba'dipp&& upon uteing received.

Units which »requira preparaﬁién, noted in Table I and II,
generally are packaged in cardboard boxes, The xeaSén fop
preparing this type package is evident, sines a ¢onsidarable
amount of plastic would flow through openings in the packaga.
Aaathar'?éagén, is the formation of air bﬁbﬁxea‘en the plastie

goat, dus to the expansion of air within the package,

Figure 3
C-4 Lefore Preparation SH} REI
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A small opening is left in one sorner of the tag and the

nozzle of a vacuum line iz inserted in this hole.

When the serim material is pulled iato qbntact with the pagkage
by the vacuum and with the vasuum line still applied, a hot
hand sealer i3 used to constrict the opening as shown in

Figure 4.

0 Piguwre 4

Séaling off paeckags while being
pmgpaﬁ :;Iw_n .

SEDRET

Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6



Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6

0‘0

<

Q"O’z

Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6



Sanitized Copy Approved for Release 2011/09/20 : CIA RDP78-03639A001500020001-6

ESIVELY

Qbbaining the Froteotive Coal

Fastors affeeting tha thi@kness of the plaatiq eeat are
‘prima::ily the éippiﬂg tezapw&ﬁura and the 1mmersien %ime.
Othey iaaters, of a seaandarg natmra, are the &aat aapaaity
and scnduabiv;ﬁy of the paakaga haiag dipped whiah arae

dependent on the dip temperature and immersion tina.

The_maa%‘suitaﬁlw temporature for the hobt plasiis is 320 Jeg. ¥,
At this temperature, a adating of approximately 5/32" 1s
obtained. Thinner bareiers (1/16%) may be obtained by ralsing
the temperature to 350 Deg., P; however, this temperature should
be maintained for short intervals since the plastic compound
nay be damaged and not yield the protection eapected, Heavier

varriers (1/4") may be obtatued at 300 Dag. F.

Two moetheds of dipping wmay be used, the single and ths double
dip, The method will depend upon the size and the shaps of

the package and the requi@ad'tﬁiekaess of the barrier.

Douisle Dip Mathod
Doubla dipp&ng, whieh is‘illgmtvateﬁ in Figures 7 and 8, is
used primarily on buoyant ltems or on non-buoyant which may bLe

hard to dip baecause of thelr configuration or welight.

Figure 7 - Figure 8

Double Dipping of Package

SETYET

Sanltlzed Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6



Sanitized Copy Approved for Release 2011/09/20 : CIA-RDP78-03639A001500020001-6

SELREN

To double dip an item one end is dipped firet for a period
of three seconds. Hold the dipped item at a 45 degree angle
over the pre-melt area so that the excess plastie will drain
and bring all the drippings to ene point. A half turn of the
paskage will wrap the drippings eround the end and give
proteetion where it is needed mest. Support the item on itis
undipped end in front of quiek drying fan, until the initial

scoat sets.

The item is then reversed and dipped into the plastie =0
that an overlap of at least an inoh and a half (1-1/2") is
obtained. The second dip should be for a period of at least
five seoonds to insure a goed bond at the Joint by partially

re~-melting the first dip layer.

Again follow the preocedure used on the initial dip for draining,

and setting uwp of the plastie coat.
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Single Dip Mothod
Although few of the units in Table I are partiecularly suited
for single dipping, this method will be dessribed so that 1%

nay te referred to if necsssary.

The uaid is suspended by a nonhygroscopls ocord which meots
JAN-P-118 sgaeiﬁiaé%ion and the unit iz completely immersed

in one dip. TFigure 9 demonatvates this method,

Figu?évﬁ
§ingle Dip of Package

Dipped ﬁaakages are auspended until the aaéting has set up

‘and ¢ooled suffiglently, so that handling will not damage the
eoat. The setting wp period may be ascelevated by foreed aly
or gold ailr. Water should not be used to cool the plastie
undey any elveumstances. 41l paskages should be suspended in
sueh g manner that the oxeess plastio tends to drain from the
package from a single point. VWhen the plastie has set up, olip
off the suspending cord and seal off the end with a soldering
iron, takiag cara to insure that the eérd end i3 covered by a
layer of plaatie. Surplus plasbtie can be trimmed frém the run~

- off to make a nsater package.

SECKEY
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Ains tion, Packaging and Gautlons

. The packaged units should bta allowed thirty (30) ninukes to
sat up to insurs proper setting of the plastic bafore shalf
stosking. At‘this time, they shounld be visually inspeated
for any areas of incomplete coverage or fanlts ia the barrier.
If any poor areas ave notad, %héy should be tauehéd.up‘by ,
using a soldering ircon. Thaen nmore plastie shonld be fed into
the avea touched up., This progess 1a7qﬁita gsimilar to the

somnon soldeving techniquo and 1s demonstvated in Figure 10,

Eigura 10

Touching Up

In di@ping eylindrical eans, it ig vary inmpod¥tant to allow
tha plastie t0 drain off at a 45 degrees angle so that bubbles

will not be trapped on the Lottom of the can.

The plastie may bte used a number of times provided it is not
contaminated with dirt or grease. Plastis of aay other formula
should noet be combined vi%h the initial material. It is most
pwudént to use plastig aupplied by iha same manufaaturer.

CONFIDETIA
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The combination of unlike compounds may cause phase separation
and not yield expected protection. Any units in whieh &

large number of bubbles appear in the plastisc should be
stripped and the plastic should be treated in accordance with
detalled instructions in the section, "Preparation of Tank and

Plastie®.
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